The search for more sustainable construction materials, capable of complying with quality standards and current innovation policies, aimed at saving natural resources and reducing global pollution, is one of the greatest present societal challenges. In this study, an innovative recycled aggregate concrete (RAC) is designed and produced based on the use of a coarse recycled aggregate (CRA) crushing concrete with electric arc furnace slags as aggregate. These slags are a by-product of the steelmaking industry and their use, which avoids the use of natural aggregates, is a new trend in concrete and pavement technology. This paper has investigated the effects of incorporating this type of CRA in concrete at several replacement levels (0%, 20%, 50% and 100% by volume), by means of the physical, mechanical and durability characterization of the mixes. The analysis of the results has allowed the benefits and disadvantages of these new CRAs to be established, by comparing them with those of a natural aggregate concrete (NAC) mix (with 0% CRA incorporation) and with the data available in the literature for concrete made with more common CRA based on construction and demolition waste (CDW). Compared to NAC, similar compressive strength and tensile strength values for all replacement ratios have been obtained. The modulus of elasticity, the resistance to chloride penetration and the resistance to carbonation are less affected by these CRA than when CRA from CDW waste is used. Slight increases in bulk density over 7% were observed for total replacement. Overall, functionally good mechanical and durability properties have been obtained. Acronym Meaning RA Recycled aggregate CRA Coarse recycled aggregate RCA Recycled concrete aggregate RAC Recycled aggregate concrete NA Natural aggregate NAC Natural aggregate concrete CDW Construction and demolition waste EAFS Electric arc furnace slags
Introduction
Approximately 90% of construction and demolition wastes (CDW) are currently going to landfills even though they are potentially recyclable [1] . The use of this waste should be a priority to achieve the sustainable development objectives set by the European Commission, although this action is hindered due to lack of facilities and standards, lack of support from governments or lack of users' confidence [1, 2] . The use of CDW as aggregates in concrete production, mostly coarse recycled aggregates (CRA), not only means a saving of natural resources derived from the extraction of aggregate, but also economic savings. Analogously, concrete with electric arc furnace slags (EAFS) as aggregate is based on the use of waste (from the steel industry) that would otherwise be deposited in landfills. In this case, the reduction of CO 2 emissions in the processes without taking into account the transport and manufacturing of the paste and CRA [37] . This decrease in compressive strength may make it necessary to use about 5% more cement to achieve the same strength as with NA, thus compromising the cost-effectiveness and sustainability of CRA [9, 12] . From 28 to 91 days, the relative increase in compressive strength with recycled aggregate concrete (RAC) is sometimes greater than with NA due to the hydration of unhydrated cement grains [37] . The splitting tensile strength is typically lower but often not by as much as compressive strength, but there are studies where the tensile strength can even be higher with CRA than with NA [9, 38] , while the modulus of elasticity can decrease by 15% for 30% replacement and 45% for 100% replacement [35, 39] . This reduction is because CRA has a lower modulus of elasticity than NA and due to the increase in the effective w/c ratio to maintain workability constant. Reductions in the modulus of elasticity result in increases in the peak strain of concrete under monotonic compression- [32] reports an increase of 20% for aggregate replacement of 100%. It is also known that the use of CRA but also the new cement paste affect the fatigue behaviour of concrete, reducing the fatigue limit and fatigue life [40, 41] . Other authors have shown that the multi-recycling of the concrete that contain CRA is limited and that after three recycling cycles, CRA are mostly composed of mortar and new NA are needed in the mix design [42] .
The drying shrinkage of concrete with CRA can be 50% higher [43] than with coarse NA, while chloride ions' penetration can reach up to 150% increases [24, 44] due to the high permeability of this concrete. Resistance to carbonation is linked to the porosity of concrete [15] and, therefore, to the porosity of CRA, although it is also strongly linked to the chemical composition of concrete [24] . The high porosity of CRA makes carbonation depths increase between 22%-187% for 100% replacement [24, 33, 45] in comparison to NAC. Some authors propose the use of more crushing stages to eliminate the attached mortar and thus obtain rounder and less porous aggregates [45, 46] , the use of acids or heat to disaggregate the mortar of RCA [47, 48] , thermo-mechanical processes [49, 50] or the use of several mechanical systems for on-site processing [51] . Another solution presented by the literature is the use of crushed bricks or steel slag [13, 52] to compensate the loss of strength and durability, due to their pozzolanicity. However, these beneficiation techniques add new steps to the aggregate production process and increase production costs and the environmental impact of CRA production.
Currently, there is an increasing trend towards the use of steel slag in concrete [23] . The use of EAFS as CRA in concrete is a novelty (to the best of the authors' knowledge, it has never been done before) and its use is justified by the potential benefits of this aggregate and by the boom of its use in recent years mostly in road pavements or hydraulic structures [53] . The characteristics of the source concrete determine the behaviour of the recycled aggregates concrete. Concrete with EAFS offers an improvement in compressive strength by 50% compared to concrete with NA, a slightly higher modulus [54] and a generalized improvement in durability (low water absorption and permeability) [55, 56] , whereas the roughness of the aggregates allows improving the quality of the new ITZ of CRA. The quality of the CRA from EAFS concrete will compensate the loss of mechanical and durability properties that more common CRA provides, saving natural resources. This concrete has potential applications in foundations, plain concrete walls, or structures where a high self-weight is important (e.g., radiation-proof structures). The results of the physical-mechanical and durability tests, for concrete with coarse replacements of 0%, 20%, 50% and 100% by CRA, will be analysed and discussed, establishing the suitability of their use.
Materials and Methods

Materials
In this research, the NA used were: limestone gravel (2/6, 6/12 and 12/20 mm), and silica sand (0/2 and 0/4 mm) to produce the reference concrete. For the manufacture of RAC, CRA obtained from the crushing of concrete with EAFS (using a jaw crusher) 2 months old has been used. The resulting crushing material has a range of grading of 0/25 mm. This EAFS concrete has been manufactured with cement (CEM) I 52.5 R and a w/c ratio of 0.47. This source material presents at 28 days a compressive strength of 88 MPa, a modulus of elasticity of 52 GPa and an oxygen permeability of 6.48 × 10 −18 m 2 .
Appl. Sci. 2020, 10, 216
of 19
The physical properties of both the NA and RA are shown in Table 2 , after performing a measurement. The specific gravity and the water absorption have been determined according to EN 1097-6, the shape index was obtained following the EN 933-4 and Los Angeles wear has been determined according to EN 1097-2. The Portland cement used in RAC is CEM I 42.5 R (European standard), whose density is 3.15 g/cm 3 according to UNE 80103, and the mix has been made with tap water. The obtained water absorption of the CRA meets the requirements of the Spanish standard EHE-08 for structural concrete [7] and is more than twice that of coarse NA. However, this value is very small compared to more common CRA that normally exceeds 5% [5, 33, 57] , although it depends on the size range. The shape index of the CRA is slightly lower than that of the NA and approximately one and a half times the values obtained by Etxeberría et al. [9] for conventional CRA. In terms of workability, these aggregates show a low shape index, but EAFS exposed surface is very cavernous and cause mesh between aggregates, demanding an extra volume of cement paste or mortar to fill the holes in their surface. However, the solid fraction of EAFS is generally much less absorbent than that of NA. Due to its properties, good mechanical and durability properties are expected [39] .
Mix Design
The design of the mix has been made using the Faury method, to obtain maximum compactness. The maximum aggregate size has been set at 20 mm, in accordance with EHE-08. The coarse aggregates (>4 mm, EN 13139) of the reference concrete (NAC) have been replaced at several ratios (20%, 50%, and 100% vol.) with CRA. The content of cement has been set at 350 kg/m 3 and the effective w/c ratio of the reference concrete (NAC) at 0.5. The total w/c ratio has been determined by adding compensation water equal to that estimated for the mixing time (10 min) from the water absorption over time test, according to the method proposed by Rodrigues et al. [58] . The strength class of concrete has been defined as C30/37 in accordance with EN 1992-1-1. The slump has been defined as 70 ± 10 mm (S2) according to EN 12350-2 and without plasticizers (in order not to introduce more variables) for all replacement ratios. To maintain the same slump in all the mixes, the effective w/c has been slightly modified. RAC has been manufactured from the theoretical curve of NAC ( Figure 1 ), maintaining between mixes the same volume of aggregates of each sieve fraction, so the mix grading for NAC and for RAC is the same. The mix proportions used are shown in Table 3 . 70 ± 10 mm (S2) according to EN 12350-2 and without plasticizers (in order not to introduce more variables) for all replacement ratios. To maintain the same slump in all the mixes, the effective w/c has been slightly modified. RAC has been manufactured from the theoretical curve of NAC ( Figure  1 ), maintaining between mixes the same volume of aggregates of each sieve fraction, so the mix grading for NAC and for RAC is the same. The mix proportions used are shown in Table 3 . The aggregates were dried at 100 ± 2 • C until constant weight before mixing and the mixing process consisted of a sequence of 4 min with the coarse aggregates and 2/3 of the water, 2 more minutes after adding the fine aggregates and a further 4 min after adding the cement and 1/3 of the water. The concrete was demoulded after 24 h of manufacture and it has been cured in a humidity chamber at 20 ± 2 • C and 95 ± 2% humidity (except for drying shrinkage testing specimens).
A scheme illustrating the successive steps of RAC's manufacturing process is shown in Figure 2 . The process describes the possible multi-recycling of RAC. A scheme illustrating the successive steps of RAC's manufacturing process is shown in Figure 2 . The process describes the possible multi-recycling of RAC. 
Physical Properties Tests
The concrete's absorption by capillarity has been determined on four cylindrical specimens with 150 mm diameter and 100 mm in length per mix proportion, after 28 days of curing in a humidity 
The concrete's absorption by capillarity has been determined on four cylindrical specimens with 150 mm diameter and 100 mm in length per mix proportion, after 28 days of curing in a humidity chamber and 14 days in an oven at 60 ± 5 • C. The test consists of measuring the mass evolution after 3, 6, 24 and 72 h of immersion, according to LNEC (National Laboratory for Civil Engineering) standards following the LNEC E-393. The absorption by immersion has been determined on four 100 mm cubic samples after 28 days of curing in a humidity chamber according to LNEC E-394. In addition, the apparent bulk, bulk, and saturated surface dry (SSD) density have been determined according to EN 12390-7 and the open porosity according to UNE 83980, for all the mixes produced.
Mechanical Properties Tests
The compressive strength ( f c ) has been obtained on 150 mm cubic samples (EN 12390-1) per mix at ages of 7, 28 and 91 days. The test specimens have been tested using a load application rate of 0.6 MPa/s in a servo-hydraulic press of 3000 kN capacity and in accordance with EN 12390-3. The ultrasonic pulse velocity test has been performed on the specimens intended for the compressive strength test, prior to testing the compressive strength and just after their surface is dry. The measurement has been carried out according to EN 12504-4 with the transducers in direct transmission placed in collinear directions between two parallel faces with Vaseline on the contact surface between transducers and the concrete surface. The pulse velocity is calculated as the length o f specimen pulse travel time ratio. The compressive modulus of elasticity (E) has been determined in a servo-hydraulic press of 250 kN capacity, on three cylindrical specimens with 150 mm and 300 mm in length per mix, after 28 days of curing in a humidity chamber. The upper and lower faces of the test specimens have been levelled before the test and a compressometer/extensometer equipped with high precision displacement transducers is used to measure the micro-deformation. Four loading/unloading cycles have been used, applying an initial stress of 1 MPa (17.6 kN) and a load application speed of 0.5 MPa/s (8.8 kN), using a maximum load of f c /3 according to LNEC E-397. The splitting tensile strength has been determined on the three specimens used in the modulus of elasticity test, for all mixes. A servo-hydraulic press of 3000 kN capacity and a load rate of 0.05 MPa/s (3.5 kN/s) was used, according to EN 12390-6.
Durability Tests
The resistance to chloride-ion penetration was determined by calculating the diffusion coefficient by means of the depth of chlorides penetration into concrete, according to LNEC E-463. Three cylindrical specimens with 100 mm diameter and 50 mm in length per mix have been used for each of the ages (28 and 91 days) and mixes. The specimens were cured in a wet chamber and moved to a dry chamber (20 ± 2 • C and 60 ± 5% relative humidity) in the last 14 days before testing. Carbonation resistance of the concrete was determined on three cylindrical specimens with 100 diameter and 50 mm in length per mix and per exposure time, stored 14 days in a humidity chamber followed by 14 days in a dry chamber (20 ± 2 • C and 60 ± 5% humidity) before being placed for 7, 28, or 91 days in the carbonation chamber. The conditions of the carbonation chamber and the test methodology are those proposed by LNEC E-391 (temperature of 23 ± 3 • C, relative humidity of 60 ± 5%, and CO 2 concentration of 5.0 ± 0.1%). The determination of the carbonation depth was carried out with the help of a pH indicator (1% phenolphthalein solution in ethanol), cutting the specimen in quarters, spraying the solution and measuring the depth of carbonation penetration (the average depth measured in the eight contact surfaces of the broken specimen). Drying shrinkage was measured on two 100 × 100 × 500 mm prismatic specimens per mix and according to LNEC E-398, from 24 h to 91 days of age. The specimens were placed in a chamber at 20 ± 2 • C and 55 ± 5% relative humidity after demoulding and during the 91 days of testing. Table 4 shows the average physical properties of all the mixes produced and their standard deviation. All densities increase as the replacement does, since CRA has a bulk density 0.3 g/cm 3 higher than that of NA ( Table 2 ). The increase in bulk density is close to 7% for 100% replacement and opposite to that obtained by other authors using more common RCA [20] [21] [22] . This increase in density allows a saving of volume with respect to NAC in applications where self-weight is important (i.e., bridge counterweights or seawalls). To compare the amount of voids in mixes with different density, the property to be analyzed is open porosity, since the water absorption is the dry oven mass aparent volume ratio and hence depends on the bulk density of the material. Open porosity increases by 18% for 100% replacement, which is approximately 70% of the relative increase obtained by Thomas et al. [15] for more common RCA mixes with a w/c ratio of 0.5. The increase in open porosity with respect to the NAC is due to RA being on average 160% more porous than coarse NA ( Table 2 ) and coarse aggregate represents 44% of RAC's volume. This large increase is due to the porous nature of the source concrete mortar. Analogously, the increase in porosity obtained is relatively low because the source concrete has a low water/cement ratio (0.47). Capillarity absorption increases with immersion time (Figure 3a ) and the level of replacement ( Figure 3b ). For 20% replacement, the variation in absorption with respect to NAC is negligible for any immersion time, while for 100% replacement the values may increase by 9% at 72 h of immersion. For replacement of 50%, intermediate capillary absorption increases of around 4% are obtained. For total replacement and 72 h immersion, other authors obtained increases of around 30% for both current RAC [19] and high-quality precast concrete RAC [10] . The higher absorption shown by RAC is due to the high porosity of RCA, which contains more and longer capillaries than NAC's. Figure  3a shows that the capillarity absorption difference is maximum at 24 h between 0% and 100% replacement and the difference is reduced at 72 h. This happens because the mix with 100% replacement has larger pores size (larger capillary pores saturate the first). The low water absorption of the study concrete is compatible with the minimum capillarity absorption obtained, which shows Capillarity absorption increases with immersion time (Figure 3a ) and the level of replacement ( Figure 3b ). For 20% replacement, the variation in absorption with respect to NAC is negligible for any immersion time, while for 100% replacement the values may increase by 9% at 72 h of immersion. For replacement of 50%, intermediate capillary absorption increases of around 4% are obtained. For total replacement and 72 h immersion, other authors obtained increases of around 30% for both current RAC [19] and high-quality precast concrete RAC [10] . The higher absorption shown by RAC is due to the high porosity of RCA, which contains more and longer capillaries than NAC's. Figure 3a shows that the capillarity absorption difference is maximum at 24 h between 0% and 100% replacement and the difference is reduced at 72 h. This happens because the mix with 100% replacement has larger pores size (larger capillary pores saturate the first). The low water absorption of the study concrete is compatible with the minimum capillarity absorption obtained, which shows a loss very similar to that of ultrasonic pulse velocity, strongly related to the mechanical properties of the hardened concrete.
Results and Discussion
Physical Properties
Mechanical Properties
There are several factors that positively and negatively affect the compressive strength of the study RAC: porosity of the cement paste, the new ITZ's quality and characteristics of the RCA. Porosity negatively affects strength. The greater porosity of RAC is due to the porosity of RCA and to that generated in the ITZ between RCA and the new paste [59] . This porosity largely depends on the w/c ratio of both the source concrete and RAC. This strength loss is not high for this RAC, since the porosity of mixes with a 100% replacement is only 18% higher than of NAC, because the source concrete has a low w/c ratio and RAC mixes have a lower effective w/c ratio than the source concrete. A lower quality ITZ has been reported by various authors [30, 31] as the main cause of the strength loss of RAC, justifying that this element is the weakest link of the chain. The shape of the EAFS aggregates in RCA and the high compressive strength and stiffness of the source concrete minimize this effect. On the other hand, compared with NA, RCA's shape index is 23% lower and, even having a greater roughness, these aggregates allow using slightly lower effective w/c ratios to obtain the same workability, generating lower pores in the mortar and reducing the strength loss.
The result of these effects on the compressive strength is shown in Figure 4 where the evolution over time of the compressive strength for all mixes is shown.
aggregates in RCA and the high compressive strength and stiffness of the source concrete minimize this effect. On the other hand, compared with NA, RCA's shape index is 23% lower and, even having a greater roughness, these aggregates allow using slightly lower effective w/c ratios to obtain the same workability, generating lower pores in the mortar and reducing the strength loss.
The result of these effects on the compressive strength is shown in Figure 4 where the evolution over time of the compressive strength for all mixes is shown. At 7 days, the compressive strength decreases slightly and linearly as replacement increases. For 100% replacement, the strength loss with respect to NAC is 5.5%. At 28 days, the concrete class for all replacement is C35/45, exceeding the C30/37 class proposed at the design phase. At 28 days, a strength loss or gain depending on the replacement cannot be clearly defined, but a relative 7-day strength increase of 21% for NAC and 23% for RAC with 100% of RA is observed. This slightly higher relative increase for high replacement could be due to a hydration of the unhydrated cement grains of the old mortar, thus improving the bond in the ITZ with the new mortar. So the curing age is an important factor to check the effectiveness of these concrete mixes. At 91 days, the replacement level does not affect compressive strength. The slope of the linear adjustment is practically 0 and the standard deviation close to 1 for all replacements, proving an increase in compressive strength with age and replacement ratio, because the old mortar is still hydrating. In any case, the compressive At 7 days, the compressive strength decreases slightly and linearly as replacement increases. For 100% replacement, the strength loss with respect to NAC is 5.5%. At 28 days, the concrete class for all replacement is C35/45, exceeding the C30/37 class proposed at the design phase. At 28 days, a strength loss or gain depending on the replacement cannot be clearly defined, but a relative 7-day strength increase of 21% for NAC and 23% for RAC with 100% of RA is observed. This slightly higher relative increase for high replacement could be due to a hydration of the unhydrated cement grains of the old mortar, thus improving the bond in the ITZ with the new mortar. So the curing age is an important factor to check the effectiveness of these concrete mixes. At 91 days, the replacement level does not affect compressive strength. The slope of the linear adjustment is practically 0 and the standard deviation close to 1 for all replacements, proving an increase in compressive strength with age and replacement ratio, because the old mortar is still hydrating. In any case, the compressive strength obtained is much lower than that of the source concrete, although relatively higher than that obtained in other studies for current CDW [9, 17, 27, [32] [33] [34] which on average lose around 10% compressive strength at 28 days with respect to NAC. This is due to the high quality of the RCA used in the present study, namely the high strength of the attached mortar of these CRA (due to the strength of the source concrete) and its low shape index.
The results of the splitting tensile strength tests are shown in Figure 5 . The high standard deviation, which is typical of splitting tensile strength tests [33] , and the similar mean values obtained show that the behaviour of RAC is very similar to NAC's for any replacement ratio. This happens because there is a good bond strength between RCA and the new paste, due to the higher roughness of RCA. This greater roughness seems to compensate for the weaker mortar surface generated in the crushing stage and exposed in the new ITZ. It also compensates for RAC not benefitting from the bond produced by the chemical interaction between calcium hydroxide and the calcareous aggregate [59] in NAC. As seen in Figure 6 , fracture surfaces propagate through the aggregates (good bond strength in the ITZ), both for NAC and RAC. In the case of NAC, the crack surface is flatter, favored by the crystalline structure of calcite, while the fracture surface produced in CRA is irregular or lumpy with a smooth transition to the new mortar paste. Most of the macro-cracks present in RCA are produced in the mortar phase of the source concrete, even though sometimes they are also produced through the EAFS aggregate.
[59] in NAC. As seen in Figure 6 , fracture surfaces propagate through the aggregates (good bond strength in the ITZ), both for NAC and RAC. In the case of NAC, the crack surface is flatter, favored by the crystalline structure of calcite, while the fracture surface produced in CRA is irregular or lumpy with a smooth transition to the new mortar paste. Most of the macro-cracks present in RCA are produced in the mortar phase of the source concrete, even though sometimes they are also produced through the EAFS aggregate. The splitting tensile strength values obtained by other authors for RAC produced with CDW are variable depending on the quality of RA. According to the classification proposed by Silva et al. [14] , RA are classified in four classes according to their intrinsic properties (bulk density, water absorption and Los Angeles wear). For the most demanding category (Class A), the loss of tensile strength should be around 10% with respect to NAC [60] . The RA used in the present study, even though not complying with the water absorption requirements described for Class A, shows a tensile strength similar to NAC's. Figure 7 shows the compressive modulus of elasticity for all mixes produced. Using a linear trend line, an inverse relationship between modulus of elasticity and replacement level can be established. While NAC shows a 40 GPa modulus of elasticity, the 100% replacement mix shows values around 33 GPa, 17% lower and with standard deviations not exceeding 0.5 MPa. This reduction is lower than that commonly reported and is related to the properties of the source concrete. The source concrete used to produce RCA has low w/c ratio, a modulus of elasticity greater than 50 GPa and a low porosity close to 10%. For similar w/c ratios and cement contents, other authors reported reductions from 15% to more than 40% [15, 35, 61] using RCA produced from common concrete waste.
Traditionally, density is a factor directly related to the modulus of elasticity because it is linked to the porosity of concrete [59] . The aggregate used is 7% denser than NA, but this is due more to the iron nature of RA than to the very slight increase of w/c ratio. The porosity of RCA influences its stiffness and hence the stiffness of concrete, since its increase allows greater deformations per unit of applied load.
Ultrasonic pulse velocity is intrinsically related to the modulus of elasticity and density. The ultrasonic pulse velocity obtained for all the mixes produced is shown in Figure 8 . Following the trend line, it is observed that the pulse velocity decreases as the replacement ratio increases. There is a maximum loss of 6% for 100% replacement, slightly less than 9% determined by Khatib [52] for current RAC with the same w/c ratio. It should be remarked that the source concrete showed an ultrasonic pulse velocity of 5.22 km/s at the same age. On the other hand, the maximum loss obtained is similar to that obtained by de Brito et al. [10] for RAC produced from concrete precast rejects, which demonstrates the homogeneity of RAC and the high quality of the RCA used. The RCA used in this study has a density 10% and 20% higher than NA and of current RCA respectively, which a priori favours an increase in the ultrasonic pulse velocity. On the other hand, the porosity of the source concrete mortar allows RAC to strain more under sustained loads, obtaining smaller modulus of elasticity and lower ultrasonic pulse velocity than NAC, due to the discontinuities generated by the pores. values around 33 GPa, 17% lower and with standard deviations not exceeding 0.5 MPa. This reduction is lower than that commonly reported and is related to the properties of the source concrete. The source concrete used to produce RCA has low w/c ratio, a modulus of elasticity greater than 50 GPa and a low porosity close to 10%. For similar w/c ratios and cement contents, other authors reported reductions from 15% to more than 40% [15, 35, 61] using RCA produced from common concrete waste. Traditionally, density is a factor directly related to the modulus of elasticity because it is linked to the porosity of concrete [59] . The aggregate used is 7% denser than NA, but this is due more to the iron nature of RA than to the very slight increase of w/c ratio. The porosity of RCA influences its stiffness and hence the stiffness of concrete, since its increase allows greater deformations per unit of applied load.
Ultrasonic pulse velocity is intrinsically related to the modulus of elasticity and density. The ultrasonic pulse velocity obtained for all the mixes produced is shown in Figure 8 . Following the trend line, it is observed that the pulse velocity decreases as the replacement ratio increases. There is a maximum loss of 6% for 100% replacement, slightly less than 9% determined by Khatib [52] for current RAC with the same w/c ratio. It should be remarked that the source concrete showed an ultrasonic pulse velocity of 5.22 km/s at the same age. On the other hand, the maximum loss obtained is similar to that obtained by de Brito et al. [10] for RAC produced from concrete precast rejects, which demonstrates the homogeneity of RAC and the high quality of the RCA used. The RCA used in this study has a density 10% and 20% higher than NA and of current RCA respectively, which a priori favours an increase in the ultrasonic pulse velocity. On the other hand, the porosity of the source concrete mortar allows RAC to strain more under sustained loads, obtaining smaller modulus of elasticity and lower ultrasonic pulse velocity than NAC, due to the discontinuities generated by the pores. 
Durability
Carbonation is a phenomenon that alters the alkaline behaviour of concrete. When CO2 from the atmosphere diffuses into the concrete matrix, it reacts with water forming carbonic acid and the latter reacts with portlandite forming calcium carbonate. This process reduces the pH of concrete, depassivating the reinforcement. Figure 9 shows the evolution of the carbonation depth over time of all mixes. At 7 days, the carbonation depth is very small due to the low w/c ratio of the mixes. The test scatter caused by reading tolerances is relevant but mixes with 100% and 50% replacements appear to be slightly less durable. However, at 28 days, a slight increase in carbonation depth with the increase in CRA incorporation can be observed, which can reach about 10% for total replacement. This trend continues at 91 days, when carbonation becomes more noticeable for higher replacements: 50 and 100%. For total replacement, carbonation depths can be 15% higher than for reference concrete. 
Carbonation is a phenomenon that alters the alkaline behaviour of concrete. When CO 2 from the atmosphere diffuses into the concrete matrix, it reacts with water forming carbonic acid and the latter reacts with portlandite forming calcium carbonate. This process reduces the pH of concrete, depassivating the reinforcement. Figure 9 shows the evolution of the carbonation depth over time of all mixes. At 7 days, the carbonation depth is very small due to the low w/c ratio of the mixes. The test scatter caused by reading tolerances is relevant but mixes with 100% and 50% replacements appear to be slightly less durable. However, at 28 days, a slight increase in carbonation depth with the increase in CRA incorporation can be observed, which can reach about 10% for total replacement. This trend continues at 91 days, when carbonation becomes more noticeable for higher replacements: 50 and 100%. For total replacement, carbonation depths can be 15% higher than for reference concrete.
all mixes. At 7 days, the carbonation depth is very small due to the low w/c ratio of the mixes. The test scatter caused by reading tolerances is relevant but mixes with 100% and 50% replacements appear to be slightly less durable. However, at 28 days, a slight increase in carbonation depth with the increase in CRA incorporation can be observed, which can reach about 10% for total replacement. This trend continues at 91 days, when carbonation becomes more noticeable for higher replacements: 50 and 100%. For total replacement, carbonation depths can be 15% higher than for reference concrete. The general increase in carbonation depth with replacement ratio and age is due to several causes. CRA is composed of the source concrete mortar, hence part of this cement is already carbonated. Another relevant fact is that the open porosity of RAC is 18% higher than that of NAC, The general increase in carbonation depth with replacement ratio and age is due to several causes. CRA is composed of the source concrete mortar, hence part of this cement is already carbonated. Another relevant fact is that the open porosity of RAC is 18% higher than that of NAC, which favours the increase of permeability and hence the diffusion of CO 2 through the cement matrix, since there is easier access to more paste surface. On the other hand, by having a greater volume of total mortar, there is also a greater amount of total portlandite compared to the reference concrete (a greater amount of calcium carbonate can be generated) and hence a greater amount of CO 2 is required for the same carbonation depth.
Other authors have also obtained increases in carbonation depth as the replacement level increases. For similar mixes and 100% replacement, de Brito et al. [10] obtained a marginal increase of the depth of carbonation for rejected high-quality precast concrete at all ages tested. Ryu et al. [62] obtained a slight increase in carbonation depth for similar mixes and similar compressive strengths, namely an increment of 14% for total replacement. Finally, in the review of Silva et al. [45] , it is found that, for total replacement, the average carbonation depth may increase by a factor of 2 with respect to the control concrete, establishing the permeability of concrete, which depends directly on the water absorption (and therefore on the open porosity) of RCA, as a key factor.
Chlorides negatively affect concrete, reacting with tricalcium aluminate forming Friedel's salt (bound chlorides) and oxidizing the reinforcement after penetrating concrete (free chlorides) [63] . The resistance to the penetration of chlorides is shown in Figure 10 . The chlorides diffusion coefficient increases with replacement ratio and decreases with age. At 28 days, there is a quasi linear increase in this coefficient, reaching 11% for total replacement. At 91 days, the increase is 9.5% for total replacement, due to the extra contribution of mortar from the source concrete that continues to hydrate. On the other hand, there is a large reduction in chlorides diffusion coefficient with age, a reduction greater than 25% for all replacements.
The resistance to the penetration of chlorides is shown in Figure 10 . The chlorides diffusion coefficient increases with replacement ratio and decreases with age. At 28 days, there is a quasi linear increase in this coefficient, reaching 11% for total replacement. At 91 days, the increase is 9.5% for total replacement, due to the extra contribution of mortar from the source concrete that continues to hydrate. On the other hand, there is a large reduction in chlorides diffusion coefficient with age, a reduction greater than 25% for all replacements. Chlorides penetration in concrete (an advective-diffusive phenomenon) largely depends on its porosity and the tortuosity of its capillary framework [64] . A strong correlation has been obtained between the chlorides diffusion coefficient and both open porosity (R 2 = 0.73) and capillarity absorption (R 2 = 0.89). Critical variables such as the content or type of cement remain constant, so it seems consistent that the higher ingress of chlorides in RAC with larger replacement is due to the increase in open porosity, owing to the higher volume of voids in RCA.
The incorporation of EAFS usually improves the chloride diffusion coefficient relative to the reference concrete by about 10% [56] , so it is expected that the behaviour of RAC with RCA based on EAFS can show an improvement over mixes with current RCA. Likewise, concrete with current RCA generally have higher chloride diffusion coefficient than concrete produced with NA. Bravo et al. [24] Chlorides penetration in concrete (an advective-diffusive phenomenon) largely depends on its porosity and the tortuosity of its capillary framework [64] . A strong correlation has been obtained between the chlorides diffusion coefficient and both open porosity (R 2 = 0.73) and capillarity absorption (R 2 = 0.89). Critical variables such as the content or type of cement remain constant, so it seems consistent that the higher ingress of chlorides in RAC with larger replacement is due to the increase in open porosity, owing to the higher volume of voids in RCA.
The incorporation of EAFS usually improves the chloride diffusion coefficient relative to the reference concrete by about 10% [56] , so it is expected that the behaviour of RAC with RCA based on EAFS can show an improvement over mixes with current RCA. Likewise, concrete with current RCA generally have higher chloride diffusion coefficient than concrete produced with NA. Bravo et al. [24] obtained average increases of more than 40% in the chlorides diffusion coefficient for total replacement of CRA produced from unsorted CDW. Other studies, however, argue that this property is unrelated with the RA replacement level [10] , stating that it depends mostly on the quality of CRA.
Drying shrinkage is a significant phenomenon during cement hydration. The difference in relative humidity between the environment and the specimen causes the water adsorbed to the hydrated paste to pass into the atmosphere following Fick's law. Drying the specimen involves a reduction in volume that can cause cracking of the paste in severe cases. The evolution of drying shrinkage for the different mixes is shown in Figure 11 . The drying shrinkage obtained for RAC with total replacement is about 530 µm/m at 91 days, while for NAC it is 457 µm/m, so there is an increase of 13%.
factor to keep in mind is that RCA is still shrinking, especially if the source concrete is young concrete, while NA do not shrink. Recycling concrete that has already reached the end of its service life is not a problem, but in the case of laboratory-produced concrete (the case here) it is something to keep in mind. Shrinkage measured from RAC with laboratory-produced source concrete is thus expected to overestimate the shrinkage of RAC. Losses for total RCA replacement range from 10% [10] to 50% [43] , the latter being the value established in the Xuping review as a typical value for RAC. 
Conclusions
In this study, a new concrete based on the use of concrete waste has been tested. The concrete waste used incorporates a by-product of the steelmaking industry (EAFS), thus waste production and natural aggregate consumption are reduced. The physical, mechanical and durability properties of It is well known that there is a strong relationship between drying shrinkage and modulus of elasticity in concrete [65] . The shape and texture of aggregates are variables that affect the drying shrinkage, although modulus of elasticity (or any of the variables that affect the latter) is the parameter that most affects the former [59] . An increase in modulus of elasticity generates a greater restriction against strain, i.e., stiffer aggregates more efficiently oppose the strain generated by shrinkage than more deformable ones. As stated before, the modulus of elasticity drops with increase of the replacement ratio (17% for full replacement) and drying shrinkage decreases similarly. Another factor to keep in mind is that RCA is still shrinking, especially if the source concrete is young concrete, while NA do not shrink. Recycling concrete that has already reached the end of its service life is not a problem, but in the case of laboratory-produced concrete (the case here) it is something to keep in mind. Shrinkage measured from RAC with laboratory-produced source concrete is thus expected to overestimate the shrinkage of RAC. Losses for total RCA replacement range from 10% [10] to 50% [43] , the latter being the value established in the Xuping review as a typical value for RAC.
In this study, a new concrete based on the use of concrete waste has been tested. The concrete waste used incorporates a by-product of the steelmaking industry (EAFS), thus waste production and natural aggregate consumption are reduced. The physical, mechanical and durability properties of the new material have been characterized and compared with the results of a reference conventional concrete with the same mix design of the recycled aggregate concrete tested. Moreover, experiments from other authors on the properties of concrete with recycled aggregates from other sources were also compared with those of this experiment. The following conclusions were drawn:
•
The use of RCA with a water absorption twice that of NA requires compensation water, but the rounded shape of the RCA produced from concrete with EAFS (shape index 20% lower than NAC) makes it possible to use slightly lower effective w/c ratio to obtain the same workability;
• The replacement level affects the physical properties of RAC. Bulk density increased by 7%, unlike in current RAC (typically density decreases), due to the iron present in this recycled aggregate. Both porosity and capillarity slightly increase (18% and 9% for full replacement respectively) as replacement increases due to the porosity of the source concrete mortar; •
Compressive strength is not affected by the replacement level for ages over 28 days due to the hydration of the unhydrated cement grains of the source concrete and to a good bond strength between RCA and the new mortar. This good bond, favoured by the cavernous form of EAFS in the source concrete, allows tensile strength to be very similar to that of NAC. On the other hand, the modulus of elasticity is the property most affected by the replacement of RCA, showing losses that can reach 17% with respect to NAC. Typical decreases of the modulus of elasticity caused by full recycled aggregate incorporation are higher than this value; • Durability properties are negatively but slightly affected. Carbonation depths and chlorides diffusion coefficients are 15% and 25% higher respectively for full replacement at 91 days. Both properties are linked to the porosity of RAC and hence with the quality of the RCA used, which is reflected in a low w/c ratio and a good bond between aggregate and paste; •
Drying shrinkage values 13% higher for total replacements have been obtained at 91 days, consistent with the modulus of elasticity obtained; •
The mechanical and durability tests results obtained are satisfactory, usually near the lower limit of the interval of change found in the literature and sometimes showing a behaviour very similar to that of the reference NAC; • Concrete designed by recycling an EAFS-based concrete has potential applications as a structural material and can also be used in applications where its self-weight is important, as in bridge counterweights, seawalls or radiation-proof structures. 
